(19)B*BttltJ? (J P) (12) ^ Hfj ^ 11= & (A) (ll)tffrtl}«fH«#*l 

#HFF6- 143855 

(43)&BiiB 6^(1994) 5J324B 

(51)Int.Cl. s ISSUS^ JTrt«!S#^ F I SDSS^BSt 
B 4 1 N 1/24 7124-2H 
G 0 3 F 7/12 7124-2H 



<2i)tna*9 


#Ig¥4-296246 


(71)*«A 


000005821 










(22)tfcUB 


¥^4^(1992)11^6 0 




^JEJsrwcrtr^njtiooBS* 






(72)%bj# 
























(74)ftSA 





(54) [ ftww^ft ] x 7 9 - > IWJJS* ± -e wKig^i* 



(57) 

& £ IS) ± $ * 5 - fc «r S ft) fc f 5 . 

l l fcg52ro¥L#J/Il 202g«iti: U ^ofgiiDfL 
MM l l w|igftffi««:graro J: 9 'J>£ < 3KH- 

#3. 




3-79 >J— V 
r2 ~#2*M*l£ 



— 1- 



£ T*g& 9 . i>*^®.m<m<o S fc 5{B!l©§fi?LBfl 
Sri^S© EP»Kt lltP t L, fife*©* i> "J ->ffl!l©M 

[if*«2] ¥L#JBte2lRt©#JI#ig/J^&£f§ 
#1 1 IE®©* y y -vEPJBiJJS. 10 

l ©?L3JJ1 ©±fcStf±^ft?L»l££B£&*L;fc 
Tjg 1 ©?L#Jg©±KJB 2<0?L#JJl£ffM1-5II§±: £ 

2©?L#J/f SrffML/cgL ±fail3t£©:£8rc-Sg2©fL- 

So 

[If #15] X3$#i&5 7^A±K&*£ftfc& 

ic±^-t*y y-vJSice^Lfcm, /JrH©WJ^Wc 30 
Jt^fc/hS < ISft Lfc-v^. y Srffl^T^MJiSfe (c J: 
i mwsmzMf&z-tiMt . ftvTSfS l ©fLSI 
m<o±\zwV±^%%MifR^i.oxm^fi.^ 

mmommfto^x? &m^x^nw&&\c ioti 

[000 1] 

[jgtfl±©*iJffl#If] *%W\t. &&'*9->'<OT&j&*? 
WJ=> if©lry-M©S!iitcj£ < ffl v> e>^r *o 
v^*y y-^M£i£lc:fclt3;*y y->TOJ)iR*3J: 

[0 0 0 2] 

[0 0 0 3] 5E*f©SiF-gB.B.©/|^fc, isffSft; 

Jt y- y-^TOKJ;5WMlS^>i*-t- 

SiSfSSfc, ii;p B D fr{t^©g#t*St-*i-i«£oT^-5 so 



*i$gl¥6- 1 4 3 8 5 5 

2 

©ri5||:R-Cfc5. 

[0 0 0 4] y-^WJ*ffi!4, y.-r^U*, ■j-w 
V/vy^roSKilBfc* y ->3.:K©y.y ])-~y{cm& 

$nit%mmc&c^Mmmmz£<>xmm.<Dmmvi 
[0005] zz\x\ &m<ox? y-^pp#JiKtt@5 

( a ) [CSH-J:?^ fl#JSlttS#«i;:¥Jg-Cfc!> > 

a>oy. y y 3 ©§g?LgB 5 <Dffi&n-tffim<omw#. t 

®<$\z®ftVXi>Z(Dt>t— jKftfj-CfeS. @<t'©4 
[0 0 0 6] 

[SSWaMSifeLJ:^ fci-£SHl] UA>L<e^P>, ±15© 
±9 4»Wii5 (b) t^-TJz9(c, %MMomil 
U<r>^ y Vmctt Si" 5 fWJ&flg©^ y -^3 E *s *4igB 

3 r. t *s nlffi/j: * * y - >- WJJiRfc i ©Sait^iS 
tlttUJ:9ti-5t©-efc5o 

[0 0 0 7] 

fc 6 Si©^5LBW*@f S© WJ^^©5fi7Lffia t fc 
[0 0 0 8] 

j?fa©WM0^J: 5 /h* < Lfc|W?LSl!&iij§ Ufc^ y 

v^spicjf ui£*5 srt x'mm<DWfflmvt*B$L-tz> r. t 

gp^^ifi^i^jt^x^ t) ±^ o fc t) 1"5 r. t ©ftv ^ 

[0 0 0 9] 

[HJfe^J] 

(HJfiffill) «T» *«^©-^ifiWf-^^f ®BSr 

5** y-ypp«U)S©»fB^i-ll'C-fe5 D CdT-fil^; 
SfgiUTUIili ©I L#JJ1 , I2(ii2 ©fLSJIl , 

3«^^y->. 4«)S#, 5tt$uj|gSfbfcia?LifPT?fe 
[ooio] o^c^.^ y-^TOJ)S^c:•ov^-c. 

iS*tt=S:fftWi-5. 12 (a) ©WBHHc^i" J; 



-2- 



(3) 



14 3 8 5 5 



✓^««twMi»»* w&l0 ' ,m i**i2 

**L «i»«SIJi2i*r»*l'fc. 02 

Hotsi ami.) 

II o"i 4i *r. ^fvis^^ 10 ^ 

£.31* ifcKio^^'B^eB*. 

bft*?u¥J)i 3 2 tr*frztuea^fc~ 

10 0 151 03 (O K*T*5^«*-f^ 

* *r^^y-^3W^^^-7 8-C*JBJEU, 
3 1 fc*? 5-y3t^?lfc. 



fooiBlW-B3 (d) i:*tJ:5l-* loS 

B«ai«Bili*»a*:5«^x««ttfc** < ft- 
[0 0 171 6U:«>Wfc«-ett2iaoWRi«fc*9* 

lot 181 (***.> ™«*12SS1 

,34 (a) ic*i"J:5^ fl»7^MVC« 

ri«;^u-cg,^i^^i^^ 

i| 2 (a) ^^^WMWW*^ 

loo2 ol wc. ^^^^^1^ 

n c^-aaww l« 2 4 2 mml 
" «v*x* 1 »**mt±< n*»*** 6 ** v ; 

^i^i^<^^ w ^ vv j;'i 

*i R^^^ft^J14 2^J*Ufc. r<Ot#^l 

To 0 2 1 1 ^»tt2@»»8« rt 
50 9 «^fcTJWS«i#2»»-t ,0 * WB5Sfci "* ::tt 



-3- 



5 

[00 2 2] («M(4) HI, »2*J:tf*3©«« 

©a:ys?«B-eakjs*r5r*-5 2Ji«a*rj*u ^y-^ 
« © hhl«» Ba^ttPnso*© s *: a « ic Jt«<r «#» 

K/h£<ftofc** y-^WJIS^^SiL-fco -Hb© 
JKI*«ie«lt=:|BMe-e*> 9 . *>oBlMI»oWiCov^X<> 

[oo2 3] *1\ swat Ltmsso^y^^T-'' 1 ' 
mzj: 9 j5j-^#-e5 oia©MiJ?rftv\ PPB'J^K*^ 

fi£Lfc„ 15 LT#b*ifcWJtsBi«Sffi£tg^S©^ 

3i y s?«»flE "9 JbSS 9 * (%) R e tfEi") £ 

[0 0 2 4] Re (%) = (ay^aHW-fASK 

if) 4- W&i$mm) x i o o 
jSIK*fe-c?LSJSoi¥^-^% 2 o m mro* * y -vEpgiJ 

(Si) (c4tft-C7f;Lfc 0 

[0 0 2 5] 

[Si] _ 





Re W) 




7 4.5 




0. 4 



[oo26] u±.n i. o ^nmm^tm, xtv- 



4) ^P3p 6 -i 4 3 8 5 5 

6 

©aaa* wwu*«> a fc a« t * ^ y - t -ca* 
ftfcP^tu <di*©^^ y-v<aicoM5L®a^ei [ TS'o 

[o o 2 7] ft**. ±Eo«SWe«> WJffl^-* H 

[0 0 2 8] 

ft ic J: £ BUBI£Hi©»<*tiS»!ft43ft* £ t> fc & t" t © 

-efe5„ 

[0EWfffi¥fttft93l 

[01] ^cJMaiiiS^^'J-^JSlDiSroWfiK^+Wf 
80 

[112] *H^ro^l©*JfeF!](c#3(-t5Sa)S©XSI21 
30 [113] ^%^CDB2rc'^Ji6f!]ICt5(-t5K)$©lSll 
[04] *|g^©^3©^JSf!ll-*5lt-5K)IS©Xg0 

[05] (a) ^*c/)x^ y-xTOJKgro«fifc«r*-f»f 
B0 

(b) S*©^? !i -yppillStfc^tWJLtilro 
m-f-o&9i] 

3 

4 

5 y-vJKrt©l87L8B 

40 11 SB l ©fL#JJi 

12 g2 0ttUHJe 



-4- 



(5) 



#$¥6-1 4 3 8 5 5 



102] 




-5- 



(6) 
[@4] 



WM¥6 - 14 3 8 5 5 




-6- 



0) 



Japanese Patent Laid-open No. HE I 6-143855 A 
Publication date : May 24, 1994 
Applicant : Matsushita Denki Sangyo K.K. 

Title : Screen printing plate and method for manufacturing 
5 same 

(57) [Abstract] 

[Object] To prevent lift at an edge portion of a print 
coated film to improve a surface accuracy of the print 

10 coated film in screen printing widely used in manufacture 

of various electronic parts as a pattern forming technigue. 
[Configuration] By forming an emulsion layer formed on a 
screen in a two-layered structure of a first emulsion layer 
11 and a second emulsion layer 12, designing an opening 

15 area of the first emulsion layer 11 to be smaller than a 

desired printing shape, and setting an opening area of the 
second emulsion layer 12 to be equal to the desired 
printing shape, lift at an edge portion of a print coated 
film is suppressed so that a screen printing excellent in 

20 uniformity in coated film thickness can be realized. 
[Scope of Claims for Patent] 

[Clam 1] A screen printing plate where an emulsion layer 
with an opening portion formed in a desired printing shape 
is formed on a screen, wherein areas in the opening portion 

25 positioned on a side of contacting with a material to be 
printed and positioned on a side of the screen are 
different from each other, and the area of the opening 
portion positioned on the side of contacting with a 
material to be printed is made equal to the desired 

30 printing shape while the area of the opening portion 

positioned on the side of the screen is made smaller than 
the desired printing shape. 
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[Claim 2] The screen printing plate according to claim 1, 
wherein the emulsion layer has a multi-layer structure of 
two or more layers . 

[Claim 3] A method for manufacturing a screen printing 
5 plate comprising the steps of: forming a first emulsion 
layer on a screen plate applied with photosensitive 
emulsion using a mask designed to be smaller than a desired 
printing shape in advance according to a photoengraving 
process; and after applying the same photosensitive 

10 emulsion as the photosensitive emulsion used in the above 
step on a whole surface of the first emulsion layer again, 
forming a second emulsion layer on the first emulsion layer 
using a mask with the desired printing shape according to 
the photoengraving process. 

15 [Claim 4] A method for manufacturing a screen printing 
plate comprising the steps of: after producing a first 
emulsion layer on photosensitive emulsion applied on a film 
serving as a carrier using a mask designed to be smaller 
than a desired printing shape in advance according to 

20 photoengraving process, transferring the first emulsion 

layer on a screen plate by pressurizing the first emulsion 
layer in a closely contacting state with the screen plate; 
and after producing a second emulsion layer using a mask 
with a desired printing shape, forming a second emulsion 

25 layer by transferring the second emulsion layer on the 
first emulsion layer in the same process as the above. 
[Claim 5] A method for manufacturing a screen printing 
plate comprising the steps of: after transferring 
photosensitive emulsion applied on a film serving as a 

30 carrier by pressurizing the photosensitive emulsion in a 
closely contacting state with a screen plate, forming a 
first emulsion layer using a mask designed to be smaller 
than a desired printing shape in advance according to a 
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photoengraving process; and after forming the same 
photosensitive emulsion as the photosensitive emulsion used 
in the above step on the first emulsion again, forming a 
second emulsion layer on the first emulsion layer using a 
5 mask with the desired printing shape according to the 
photoengraving process. 

[Detailed Description of the Invention] 
[0001] 

[Industrial Applicability] 

10 The present invention relates to a screen printing 

plate for a screen printing process method that is widely 
used for formation of a wiring pattern or manufacture of 
electronic parts such as a printing capacitor, and a method 
for manufacturing the same . 

15 [0002] 

[Conventional Art] 

A screen printing method has been the most widely 
known as a technique for forming a desired pattern, it is 
one of techniques put in practical use, which is especially 

20 widespread in various fields in the electronic parts 
industry . 

[0003] A demand for high precision and high quality on a 
print coating film obtained according to screen printing is 
actually increasing along with the miniaturization and high 

25 precision of the electronic parts. 

[0004] The screen printing method is for forming a coating 
film with a desired shape by extruding, using a rubber 
squeeze or the like, paste principally including pigment, 
organic binder, and organic solvent on a material to be 

30 printed from an opening portion via a plate obtained by 

forming the opening portion with a desired printing shape 
in an emulsion layer formed on a fine mesh-like screen made 
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from stainless-steel, nylon, silk, or the like principally 
according to a photoengraving process. 

[0005] As shown in Fig. 5(a), in a conventional screen 
printing plate, an emulsion layer 1 is basically a single 
5 layer and an area of an opening portion 5 of a screen 3 is 
generally designed to be egual to a desired printing shape. 
In Fig. 5(a), reference numeral 4 denotes a plate frame. 

[0006] 

[Problem to be solved by the Invention] 
10 As shown in Fig. 5(b), in the above constitution, 

however, there is a problem that edge portions E of a print 
coated film corresponding to edge portions of the opening 
portion in the emulsion layer is lifted as compared with a 
central portion thereof, which results in serious problem 
15 as regards a print coated film associated with electronic 
parts required for high precision on thickness of the 
coated film. In view of the above problem, an object of 
the present invention is to provide a screen printing plate 
that allows solving the problem of the lift of edge 
20 portions after the print coated film is dried, and a method 
for manufacturing the same. 
[0007] 

[Means for solving the Problem] 

In order to achieve the above object, the present 

25 invention is a screen printing plate where areas of an 

opening with a desired printing shape formed in an emulsion 
layer in a screen printing plate that are positioned on a 
side of a face contacting with a material to be printed and 
positioned on a side of a face where the screen is laid are 

30 different from each other, and the area of the opening 
positioned on the side of the face contacting with a 
material to be printed is made equal to the area of the 
opening corresponding to the desired printing shape while 
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the area of the opening positioned on the side of the face 
where the screen is laid is made smaller than the desired 
printing shape. 
[0008] 
5 [Operation] 

According to the above constitution of the present 
invention, a desired printing shape is formed, because 
printing paste is extruded and spread out in the edge 
portion after it passes through the opening portion made 

10 smaller than the desired printing shape. Therefore, since 
an amount of paste at the edge portion can be locally 
reduced as compared with that at a central portion, it is 
possible to obtain a print coated film with an even 
thickness where the edge portion does not lift as compared 

15 with the central portion even after drying. 
[0009] 

[Embodiments] 

(First Embodiment) One embodiment of the present invention 
is explained below with reference to the drawings. Fig. 1 

20 is a sectional view of a screen printing plate in one 
embodiment of the present invention. As constituent 
elements, reference numeral 11 denotes a first emulsion 
layer, 12 denotes a second emulsion layer, 3 denotes a 
screen, 4 denotes a plate frame, and 5 denotes an opening 

25 portion plated. 

[0010] A manufacturing method of the screen printing plate 
is explained. As shown in a sectional view in Fig. 2(a), 
commercially available diazo photosensitive emulsion was 
applied on a face of a screen 3 with a mesh number of 250 

30 made from stainless-steel and laid to the plate frame 4 in 
a thickness of about 10 um after drying, the face 
contacting with a material to be printed, so that a first 
emulsion layer 21 was formed. As shown in Fig. 2(b), a 
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mask 6A with a rectangular shape of a length of 4.8 mm and 
a width of 1.8 mm designed to be smaller in dimension than 
a desired printing shape, which was manufactured in advance, 
was set at a predetermined position (a widthwise direction 
5 is conceptually shown in Fig. 2 (b) ) , and plate-making was 
performed according to a conventional photoengraving 
process, so that an opening portion having a shape of the 
mask 6A was formed in the first emulsion layer 1, as shown 
in Fig. 2 (c) . 

10 [0011] As shown in Fig. 2(d), the same photosensitive 
emulsion as the above was applied on the first emulsion 
layer 21 obtained as described above in the same thickness 
as the above again, so that a second emulsion layer was 
formed. Subsequently, a mask 6B with a rectangular shape 

15 of a length of 5.0 mm and a width of 2.0 mm and with the 

desired printing shape prepared, the mask 6B was positioned 
such that respective sides thereof protruded beyond the 
opening portion formed in the above by equal sizes (0.1 mm 
in this case), as shown in Fig. 2(e), and a plate-making 

20 was performed utilizing completely the same process as the 
above, so that an opening portion with the shape of the 
mask 6B was formed on the second emulsion layer 22. At 
this time, since the opening portion in the first emulsion 
layer 21 maintained its original shape without being 

25 influenced by the second plate-making, a two-layered 
structure including the first and the second emulsion 
layers 21 and 22 where edge portions of the opening portion 
of the emulsion layers had stepped portions was eventually 
obtained, as shown in Fig. 2(f), so that a screen printing 

30 plate where an area of the opening portion on a side of the 
screen was smaller than an area thereof on a side of 
contacting with a material to be printed could be 
manufactured . 
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[0012] While in the embodiment, a plate where the emulsion 
layer had the two-layered structure is obtained by two 
plate-making steps, when the shape of the mask obtained in 
the final plate-making step is set to the desired printing 
5 shape, it is possible to obtain a multi-layered structure 
with two or more emulsion layers by repeating a similar 
plate-making step. 

[0013] 

(Second Embodiment) As regards a second embodiment of the 
10 present invention, a method for manufacturing a screen 

printing plate with the same constitution as that in Fig. 1 
regarding the first embodiment is explained below with 
reference to the drawings. 

[0014] First and second plate-making photosensitive films 

15 applied with gelatin photosensitive emulsion in a thickness 
of about 10 um were prepared, plate-makings were performed 
in a state that masks 6A and 6B completely similar to the 
mask in the first embodiment were brought in close contact 
with film faces according to conventional photoengraving 

20 process, as shown in sectional views in Figs. 3(a) and 3(b), 
and an emulsion layer 31 formed of the mask 6A was formed 
on a first film 7A, while an emulsion layer 32 formed of 
the mask 6B was formed on a second film 7B. 
[0015] As shown in Fig. 3(c), the first film 7A thus 

25 formed was placed on a predetermined stand such that the 
emulsion layer 31 faced upwardly, a screen 3 completely 
similar to that in the first embodiment was placed on the 
first film 7A such that a face thereof contacting with a 
material to be printed faces downwardly, the first film 7A 

30 was next pressurized from the side of the screen 3 using a 
rubber roller 8, and the first film 7A was then peeled off, 
so that the first emulsion layer 31 was transferred to the 
screen 3 . 
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[0016] As shown in Fig. 3(d), the second film 7B and the 
screen 3 were aligned to each other such that respective 
peripheral sides of an opening portion of the emulsion 
layer 32 protruded beyond an opening portion of the 
5 emulsion layer 31 thus formed by equal dimensions like the 
first embodiment, and the emulsion layer 32 was formed on 
the emulsion layer 31 by exactly the same process as the 
above. By forming the emulsion layer having a two-layered 
structure including the first and second emulsion layers 

10 and having the stepped portion at the edge of the opening 
portion, a screen printing plate where the area of the 
opening on the screen side was relatively smaller than that 
of the opening on the side of contacting with a material to 
be printed was manufactured. 

15 [0017] In the embodiment, a plate where the emulsion layer 
had the two-layered structure is obtained by two plate- 
making steps, but when the opening portion in the emulsion 
layer of the mask formed according to transfer in the final 
plate-making step is set to the desired printing shape, it 

20 is possible to obtain a multi-layered structure with two or 
more emulsion layers by repeating a similar plate-making 
step. 
[0018] 

(Third Embodiment) As regards a third embodiment of the 
25 present invention, a method for manufacturing a screen 

printing plate with the same constitution as that in Fig. 1 
regarding the first embodiment is explained below with 
reference to the drawings. 

[0019] A first plate-making photosensitive film applied 
30 with PVA photosensitive emulsion in a thickness of about 10 
urn was prepared, a first film 7C was placed such that an 
emulsion layer 41 faced upwardly, as shown in Fig. 4(a), 
and a screen 3 exactly similar to that in the first 
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embodiment was put on the first film 7C such that a face 
thereof contacting with a material to be printed faced 
downwardly. After water was next sprayed from the screen 3 
side using a spray or the like, pressurizing was performed 
using a rubber roller 8, and water content was sufficiently 
dried up, the first film 7C was peeled off, so that the 
first emulsion layer 41 was transferred to the screen 3. 
This state means that exactly the same screen plate as the 
screen plate formed with the emulsion layer shown in Fig. 
2(a) for the first embodiment was obtained. Accordingly, 
works to be continued later were performed approximately 
according to the method in the first embodiment. As shown 
in Fig. 4(b), therefore, plate-making was performed on the 
first emulsion layer 41 using a mask 6A according to 
ordinary photoengraving process exactly similarly to the 
first embodiment. 

[0020] As shown in Fig. 4(c), photosensitive emulsion with 
the same thickness was transferred to the emulsion layer 41 
thus obtained in a method exactly similar to the above so 
that a second emulsion layer 42 was formed. Subsequently, 
plate-making was performed using a mask 6B exactly similar 
to that in the first embodiment exactly similarly to the 
first embodiment, so that the emulsion layer 42 with the 
shape of the mask 6B was formed. At this time, since the 
opening portion in the first emulsion layer 41 maintained 
its original shape without being influenced by the second 
plate-making, a screen printing plate where an area of an 
opening portion on the screen side was relatively smaller 
than that on the side of contacting with a material to be 
printed, which was similar to the printing plates formed 
according to the first and second embodiments, could be 
manufactured, as shown in Fig. 4(d). 



[0021] In the embodiment, a plate where the emulsion layer 
had the two-layered structure is obtained by two plate- 
making steps, but when the shape of the mask obtained in 
the final plate-making step is set to the desired printing 
5 shape, it is possible to obtain a multi-layered structure 
with two or more emulsion layers by repeating a similar 
plate-making step. 
[0022] 

(Fourth Embodiment) In the first to fourth embodiments, 

10 all the screen printing plates where the emulsion layer had 
the two-layered structure having the stepped portion at the 
edge portion of the opening portion and the area of the 
opening portion on the screen side was relatively smaller 
than that on the side of contacting with a material to be 

15 printed were manufactured, as shown in Fig. 1. Since these 
plates are identical structurally and equivalent effects 
can be expected in their states at a printing time, only a 
screen plate manufactured according to the first embodiment 
was used as a representative example and actual printing 

20 experiment was performed in the fourth embodiment. 

[0023] A Commercially available polyester film was 
prepared as a material to be printed and commercially 
available copper paste was prepared as a printing paste, 
and printing was performed fifty times according to an 

25 ordinary screen printing method under the same condition 
utilizing a rubber squeegee, so that print coated films 
were formed. By scanning surfaces of the print coated 
films thus obtained in their widthwise directions using a 
contact type surface roughness tester to obtain average 

30 thickness sizes of central portions and edge portions of 

the print coated films, lift ratios (%) (hereinafter, "Re") 
of the edge portions defined by the following equation were 
calculated. 
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[0024] Re(%)=(edge portion film thickness - central 
portion film thickness) -4- (central portion film thickness) x 
100 

For comparison, a screen printing plate having an emulsion 
5 layer with a thickness of about 20 urn was manufactured 

using a mask 6B by a single ordinary photoengraving process 
and printing was performed under exactly the same condition 
as the above using the screen printing plate thus obtained. 
Subsequently, Re measured by the same method as the above 
10 was obtained and it was defined as standard data in the 

conventional example. The above results were collectively 
shown in the following Table 1 . 
[0025] 
[Table 1] 





Re (%) 


Conventional Example 


74.5 


Product of the present invention 


0.4 



15 As apparent from Table 1, regarding the print coated 

film obtained by performing screen printing using the 
printing plate where the emulsion layer according to this 
embodiment has the two-layered structure having the stepped 
portion at the edge portion of the opening portion and the 

20 area of the opening portion on the screen side is 

relatively smaller than that on the side of contacting with 
a material to be printed, it is found that excellent 
advantage is obtained for improvement in surface state of 
the coated film. 

25 [0026] As described above, according to the embodiment, by 
using the plate according to the present invention where 
areas of an opening portion formed in an emulsion layer on 
a side of contacting with a material to be printed and on a 
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screen side are different from each other, and the area of 
the opening portion on the side of contacting with a 
material to be printed is set to be equal to a desired 
printing shape, while the area of the opening portion on 
5 the screen side is made smaller than the desired printing 
shape in screen printing, the lift of an edge portion of a 
print coated film can be suppressed, and it is made 
possible to improve evenness in thickness between a central 
portion and an edge portion of the print coating film 

10 remarkably. 

[0027] While in the above embodiment, the case that a 
commercially available copper paste is used as the printing 
paste and a rectangular coated film is formed has been 
explained, the present invention can be applied to any kind 

15 of paste and any printing shape. 
[0028] 

[Effect of the Invention] 

As apparent from the explanation of the above 
embodiments, by forming a screen printing plate where areas 

20 of an opening portion formed in an emulsion layer in a 
screen printing plate on a side of contacting with a 
material to be printed and on a screen side are different 
from each other, and the area of the opening portion on the 
side of contacting with a material to be printed is set to 

25 be equal to a desired printing shape, while the area of the 
opening portion on the screen side is made smaller than the 
desired printing shape and using the same, the present 
invention can perform excellent screen printing where the 
lift of an edge portion of a print coated film can be 

30 suppressed and evenness in thickness between a central 

portion and the edge portion of the print coated film can 
be remarkably improved, which provides significant. 
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advantage for formation of a print coated film obtained by 
a screen printing method. 
[Brief Description of Drawings] 

[Fig. 1] A sectional view of a constitution of a screen 
5 printing plate according to the present invention. 

[Fig. 2] A process diagram of plate making in a first 
embodiment of the present invention. 

[Fig. 3] A process diagram of plate making in a second 
embodiment of the present invention. 
10 [Fig. 4] A process diagram of plate making in a third 
embodiment of the present invention. 

[Fig. 5] (a) A sectional view of a constitution of a 
conventional screen printing plate. 

(b) A view for explaining a shape of a coated film printed 
15 using the conventional screen printing plate. 
[Explanations of Letters or Numerals] 
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